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Epitome 



(57) [Abstract] 

[Technical problem] When forming the absorptivity material layer which consists of 
grinding pulp and SAP in the crevice of a pattern drum, SAP was able to escape 
from and come out from the mesh of the pars basilaris ossis occipitalis of a crevice, 
and the yield was not able to include fine SAP bad. 

[Means for Solution] Covering tissue 31 is supplied in the crevice 23 of a pattern 
drum 21, in a crevice 23, on covering tissue 31, grinding pulp and SAP are supplied 
and the absorptivity material layer 35 is formed. Said covering tissue 31 is extracted 
out of a crevice 23, and the absorptivity material layer 35 is imprinted on carrier 
tissue 33. The absorptivity material layer 35 out of a crevice 23 can be extracted, 
and fine SAP can be made to mix in a large quantity. 
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CLAIMS 



[Claim(s)] 

[Claim 1] what is characterized by providing the following — a manufacture method 
of an absorber by which it is characterized A stroke which supplies the 1st cover 
sheet to a front face of a pattern drum which a crevice of a predetermined pattern 
is formed and rotates A stroke which piles up a stroke which carries out the 
laminating of the absorptivity material on said 1st cover sheet in said crevice, and an 
absorptivity material layer which supplied the 2nd cover sheet toward a front face of 
said pattern drum, separated the 1st cover sheet from said pattern drum front face, 
and was fabricated by said crevice on said 2nd cover sheet and said 1st cover sheet 
while making the 1st cover sheet meet the interior of said crevice 
[Claim 2] an absorptivity material layer of others [ top / said / 2nd cover sheet ] — 
forming — said 2nd cover sheet — and — said — others — an absorptivity material 
layer — a front face of a pattern drum — going — supplying — a 2nd cover sheet 
top — said — others — a manufacture method of an absorber according to claim 1 
of piling up an absorptivity material layer and the 1st cover sheet which were 
fabricated by said crevice on an absorptivity material layer. 
[Claim 3] A manufacture method of an absorber characterized by providing the 
following A stroke which supplies the 1st cover sheet to a front face of the 1st 
pattern drum which a crevice of a predetermined pattern is formed and rotates A 
stroke which carries out the laminating of the absorptivity material on said 1 st cover 
sheet in said crevice while making the 1st cover sheet meet the interior of said 
crevice A stroke which supplies the 2nd cover sheet to a front face of the 2nd 
pattern drum which a crevice of same predetermined pattern is formed and rotates 
A stroke which piles up the 1st cover sheet and 2nd cover sheet on both sides of 
both absorptivity material layer that separated the 1st cover sheet from a stroke 
which carries out the laminating of the absorptivity material on said 2nd cover sheet, 
and said 1st pattern drum front face in said crevice, separated the 2nd cover sheet 
from the 2nd pattern drum front face, and was fabricated by said each crevice while 
making the 2nd cover sheet meet the interior of said crevice in between 
[Claim 4] A manufacture method of an absorber according to claim 3 of piling up an 
absorptivity material layer fabricated in a crevice of the 1st pattern drum, and 
absorptivity material layer of each other fabricated in a crevice of the 2nd pattern 
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drum among both cover sheets when piling up the 1st cover sheet and 2nd cover 
sheet. 

[Claim 5] A manufacture method of an absorber according to claim 4 which is the 
configuration from which both absorptivity material layer differs mutually. 
[Claim 6] A manufacture method of an absorber according to claim 3 which 
combines superficially an absorptivity material layer fabricated in a crevice of the 
1st pattern drum, and absorptivity material layer of each other fabricated in a 
crevice of the 2nd pattern drum among both cover sheets when piling up the 1st 
cover sheet and 2nd cover sheet. 

[Claim 7] A manufacture method of an absorber according to claim 1 to 6 that an 
absorptivity material layer fabricated, in a crevice of a pattern drum consists of 
mixture of absorptivity fiber and superabsorbency polymer. 

[Claim 8] A manufacture method of an absorber according to claim 7 with a grain 
size of said superabsorbency polymer finer than 60 meshes. 
[Claim 9] A manufacture method of an absorber according to claim 3 to 6 that 
superabsorbency polymer is contained only in one absorptivity material layer for an 
absorptivity material layer fabricated in a crevice of the 1st pattern drum, and an 
absorptivity material layer fabricated in a crevice of the 2nd pattern drum including 
absorptivity fiber. 

[Claim 10] A manufacture method of an absorber according to claim 3 to 6 that 
density of superabsorbency polymer is [ an absorptivity material layer fabricated in a 
crevice of the 1st pattern drum, and an absorptivity material layer fabricated in a 
crevice of the 2nd pattern drum ] mutually different from absorptivity fiber in both 
absorptivity material layer including superabsorbency polymer. 

[Claim 1 1] A manufacture method of an absorber according to claim 3 to 6 that grain 
size of superabsorbency polymer is [ an absorptivity material layer fabricated in a 
crevice of the 1st pattern drum, and an absorptivity material layer fabricated in a 
crevice of the 2nd pattern drum ] mutually different from absorptivity fiber in both 
absorptivity material layer including superabsorbency polymer. 
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DETAILED DESCRIPTION 



[Detailed Description of the Invention] 
[0001] 

[The technical field to which invention belongs] This invention relates to the 
manufacture method of the absorber used for a pet sheet, a disposable diaper, a 
sanitary napkin, etc. 
[0002] 

[Description of the Prior Art] Drawing 13 and drawing 14 are explanatory drawings 
showing the manufacture method of the conventional absorber. By the manufacture 
method of the absorber shown in drawing 13 , from original fabric 2a supported by 
the shaft 1, carrier tissue 2 is pulled out and sent continuously. The pulp laminating 
machine 3 is formed above the carrier tissue 2 sent continuously, and the laminating 
of the pulp ground on carrier tissue 2 from the pulp laminating machine 3 is carried 
out. Moreover, on carrier tissue 2, the charge nozzle 4 of SAP (superabsorbency 
polymer) prepares, and SAP is supplied on ****** and carrier tissue 2. Moreover, 
the suction chamber 6 has countered the location which counters said pulp 
laminating machine 3 and the charge nozzle 4 on both sides of carrier tissue 2, air 
attraction is carried out through carrier tissue 2, and grinding pulp and SAP are 
attracted on carrier tissue 2. Consequently, the absorptivity material layer 5 with 
which grinding pulp and SAP were mixed is formed on carrier tissue 2. 
[0003] In high-speed production, as shown in drawing 1 3 , grinding pulp and SAP are 
continuously supplied on carrier tissue 2, and said band-like absorptivity material 
layer 5 is formed. Covering tissue is supplied on this band-like absorptivity material 
layer 5, the both-sides section of the layered product whose absorptivity material 
layer 5 was pinched between carrier tissue 2 and covering tissue is cut by a rotary 
cutter etc., and separation cutting is carried out for every absorber of further each. 
[0004] By the manufacture method of the absorber shown in drawing 14 , the carrier 
tissue 2 pulled out from original fabric 2a is sent continuously. A pattern drum 7 is 
formed on the carrier tissue 2 sent continuously, and the pattern drum 7 is rotating 
to the clockwise rotation with the peripheral velocity doubled with the travel speed 
of said carrier tissue 2 centering on the shaft 8. The crevice 9 is formed in the 
peripheral face of said pattern drum 7 in the fixed pitch. Mesh 9a of an opening size 
predetermined in the pars basilaris ossis occipitalis of a crevice 9 is formed. 
Configurations when a crevice 9 is developed by the flat surface are predetermined 
pattern configurations, such as the shape for example, of hourglass pattern. The pulp 
laminating machine 1 1 which counters the peripheral face of a pattern drum 7 
countered above the pattern drum 7, and the charge nozzle 1 2 of SAP has 
countered it similarly. 

[0005] By the manufacture method of the absorber shown in drawing 14 , SAP is 
supplied for grinding pulp from the charge nozzle 1 2 from the pulp laminating 
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machine 1 1 into the crevice 9 of the peripheral face of the pattern drum 7 which 
rotates continuously. While a suction means is formed in the location which counters 
said pulp laminating machine 1 1 and the charge nozzle 12 within a pattern drum 7, 
air is attracted through mesh 9a of the pars basilaris ossis occipitalis of a crevice 9 
and grinding pulp and SAP are attracted in a crevice 9 with this suction force, a 
laminating is carried out, and the absorptivity material layer 13 of the configuration 
which was in agreement in the shape of [ of a crevice 9 ] a plan type is fabricated. 
[0006] If a pattern drum 7 rotates and a crevice 9 counters carrier tissue 2, by 
suction means to counter under the carrier tissue 2, carrier tissue 2 will be 
penetrated and air will be attracted. The absorptivity material layer 13 fabricated in 
the crevice 9 is imprinted on carrier tissue 2 by this suction force. After that, 
covering tissue is supplied on carrier tissue 2 and the absorptivity material layer 13, 
the absorptivity material layer 13 is pinched with carrier tissue 2 and covering tissue, 
and a layered product is formed. Then, carrier tissue 2 and covering tissue are cut 
according to the appearance of the absorptivity material layer 13, and each absorber 
is manufactured. 
[0007] 

[Problem(s) to be Solved by the Invention] Since the absorptivity material layer 5 
follows band-like and is formed on carrier tissue 2 when carrying out high-speed 
production of the absorber by the manufacture method of the absorber shown in 
drawing 13 , it is suitable for manufacture of a rectangle-like absorber. However, the 
absorptivity material layer 5 cannot be formed in the pattern of arbitration, such as 
the shape for example, of hourglass pattern, by the manufacture method of drawing 
1 3 . Therefore, in manufacturing absorbers, such as the shape of hourglass pattern, 
the layered product which carrier tissue 2, the absorptivity material layer 5, and 
covering tissue piled up is trimmed in a press stroke etc., to form in the 
configuration of a sandglass etc. is required and processing manday increases. 
[0008] Moreover, when it is going to carry out the laminating of the further different 
absorptivity material layer on the absorptivity material layer 5 formed by the 
manufacture method shown in drawing 1 3 , it is necessary to let carrier tissue 2 and 
the absorptivity material layer 5 pass, and to attract the grinding pulp (and SAP) by 
which a laminating is carried out further at a it top with a suction means. However, 
since the amount of transparency of air decreases, on it, what carrier tissue 2 and 
the absorptivity material layer 5 piled up cannot newly attract those, such as 
grinding pulp, and cannot form an absorptivity material layer. Therefore, when 
manufacturing the absorber which two layers of absorptivity material layers piled up, 
it manufactures by the method of showing each absorptivity material layer in drawing 
13 , and although the laminating of the absorptivity material layer was carried out to 
carrier tissue 2, the layered product of carrier tissue and an absorptivity material 
layer will be carried further upwards. Therefore, although the absorber of two-layer 
structure is manufactured, manday increases. When the laminating of the 
absorptivity material layer two-layer by said method is furthermore carried out, it is 
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necessary for cutting to carry covering tissue further on the upper absorptivity 
material layer. Consequently, the number of sheets of tissue increases and it 
becomes cost high. 

[0009] Next, it is possible to fabricate the absorptivity material layer of the pattern 
which is in agreement with the configuration of the crevice 9 formed in the pattern 
drum 7 by the manufacture method of the absorber shown in drawing 1 4 . However, 
when fabricating the absorptivity material layer doubled with the configuration of a 
crevice 9, it is required to draw grinding pulp and SAP in a crevice 9 with the suction 
force of the air from mesh 9a of the pars basilaris ossis occipitalis of a crevice 9. In 
order to draw grinding pulp and SAP in a crevice 9 and to fabricate an absorptivity 
material layer, the nominal dimension of the sieve of said mesh 9a is usually 60 or 
less (at the specification of U.S. Tyler, an opening size is 0.246mm or more) meshes. 
Therefore, SAP supplied in a crevice 9 penetrates mesh 9a according to the suction 
force, it becomes easy to escape in a pattern drum 7, and the yield of SAP worsens. 
The yield of SAP will get very bad if it is going to fabricate the absorptivity material 
layer in which it becomes easy to produce the omission of SAP from mesh 9a, and 
SAP was included 20% of the weight or more when it was going to make [ more ] the 
amount of SAP especially contained in the absorptivity material layer 13. Therefore, 
it is very difficult to manufacture for SAP 20 % of the weight or more and the 
absorptivity material layer included further 50% of the weight or more 30% of the 
weight or more. 

[0010] Furthermore, when it is going to make quick rate of absorption of the liquid of 
an absorptivity material layer and the nominal dimension of mesh 9a is 60 meshes 
although it is necessary to include very fine SAP, grain size is substantially unable to 
include fine SAP in an absorptivity material layer like 100 or more (what penetrates 
0.147mm of openings) meshes, and 200 meshes or more (what penetrates the mesh 
whose opening is 0.074mm). 

[001 1] Moreover, although it is required to draw the absorptivity material layer 13 in 
a crevice 9 to carrier tissue 2 through carrier tissue 2 with a suction means by the 
manufacture method of the absorber shown in drawing 1 4 when the crevice 9 of a 
pattern drum 7 counters carrier tissue 2 In order to attract the absorptivity material 
layer 13 in a crevice 9 through carrier tissue 2, it is required to establish the suction 
means of a very strong attraction flow rate, equipment is enlarged, and equipment 
cost becomes high. 

[0012] Furthermore, when it is going to manufacture the absorber on which two 
layers of absorptivity material layers were put, it is difficult for a suction to draw the 
absorptivity material layer which turns into the upper layer further, and to carry out 
a laminating on carrier tissue 2 and the absorptivity material layer 1 3. Therefore, like 
the manufacture method shown in drawing 13 , what carried out the laminating of 
the absorptivity material layer is put on two steps, things are needed on carrier 
tissue 2, and the manday for realizing a two-layer pile increases. Moreover, covering 
tissue will be put on the upper absorptivity material layer, and many number of 
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sheets of tissue is needed, and becomes cost high. 

[0013] This invention solves the above-mentioned conventional technical problem, 
and the absorptivity material layer fabricated in the crevice of a pattern drum can be 
easily imprinted on a cover sheet, and it aims at offering the manufacture method of 
the absorber which can make unnecessary a large-scale suction means like before. 
[0014] Moreover, this invention aims at offering the manufacture method of the 
absorber which can fabricate the absorptivity material layer which the yield of SAP 
included in the absorptivity material layer pf the configuration of arbitration was 
raised, and contained many absorptivity material layers with many contents of SAP, 
or much fine SAP. Furthermore, even if this invention does not make cover sheets, 
such as tissue, intervene between absorptivity material layers, it aims at offering the 
manufacture method of an absorber that a multilayer absorptivity material layer can 
be piled up. 

[0015] Moreover, this invention can combine two or more sorts of absorptivity 
material layers, and in this case, the configuration of each absorptivity material layer 
is changed, or it aims to also let it offer the manufacture method of a possible 
absorber to change the content of SAP, density, and grain size. 
[0016] 

[Means for Solving the Problem] While a manufacture method of an absorber of this 
invention makes the 1st cover sheet meet a stroke which supplies the 1st cover 
sheet to a front face of a pattern drum which a crevice of a predetermined pattern 
is formed and rotates, and the interior of said crevice A stroke which carries out the 
laminating of the absorptivity material on said 1st cover sheet in said crevice, Supply 
the 2nd cover sheet toward a front face of said pattern drum, and the 1st cover 
sheet is separated from said pattern drum front face. It considers as the having- 
stroke which piles up absorptivity material layer [ which was fabricated by said 
crevice ] and said 1st cover sheet on said 2nd cover sheet feature. 
[0017] With a cover sheet in this invention, a npnwoven fabric or textile fabrics of 
liquid permeability in tissue generally called carrier tissue and covering tissue or 
permeability is also contained. As for an absorptivity material in this invention, 
superabsorbency polymer (SAP) was contained in absorptivity fiber or these 
absorptivity fiber, such as grinding pulp. 

[0018] Since the 1st cover sheet is made to only separate from a pattern drum front 
face, an absorptivity material layer is extracted from the inside of a crevice and it 
can imprint to a 2nd cover sheet side after fabricating an absorptivity material layer 
in the above-mentioned invention in a crevice of a pattern drum, a large-scale 
suction means for extracting an absorptivity material layer from a crevice is 
unnecessary like the conventional pattern laminated layers method shown in drawing 
14. 

[0019] Moreover, since SAP does not fall out in a pattern drum like before when it 
includes SAP in an absorptivity material layer, it is also possible for a yield of SAP 
to be able to improve, and to make [ many ] a content of SAP, to include SAP very 
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fine in making [ many ] water capacity, and to manufacture an absorber with a quick 
water absorption speed. 

[0020] the above — setting — an absorptivity material layer of others [ top / said / 
2nd cover sheet ] — forming — said 2nd cover sheet — and — said — others — 
an absorptivity material layer — a front face of a pattern drum — going — supplying 
— a 2nd cover sheet top — said — others — it is possible to pile up an 
absorptivity material layer and the 1st cover sheet which were fabricated by said 
crevice on an absorptivity material layer. 

[0021] The laminating of the absorptivity material layer fabricated with the above- 
mentioned means with a pattern drum, without making tissue etc. intervene on a 
band-like absorptivity material layer can be carried out, it is easy and an absorber 
which has a multilayer absorptivity material layer can be manufactured to low cost. 
In this case, it is possible to change grain size of SAP in which SAP is included only 
in one side of an absorptivity material layer of said multilayer structure, or an 
amount or density of SAP is changed or is included between absorptivity material 
layers etc. 

[0022] Furthermore, while a manufacture method of an absorber of this invention 
makes the 1st cover sheet meet a stroke which supplies the 1st cover sheet to a 
front face of the 1st pattern drum which a crevice of a predetermined pattern is 
formed and rotates, and the interior of said crevice A stroke which carries out the 
laminating of the absorptivity material on said 1st cover sheet in said crevice, While 
making the 2nd cover sheet meet a stroke which supplies the 2nd cover sheet to a 
front face of the 2nd pattern drum which a crevice of same predetermined pattern is 
formed and rotates, and the interior of said crevice A stroke which carries out the 
laminating of the absorptivity material on said 2nd cover sheet in said crevice, 
Separate the 1st cover sheet from said 1st pattern drum front face, and the 2nd 
cover sheet is separated from the 2nd pattern drum front face. It is characterized 
by having a stroke which piles up the 1st cover sheet and 2nd cover sheet on both 
sides of both absorptivity material layer fabricated by said each crevice in between. 
[0023] For example, when piling up the 1st cover sheet and 2nd cover sheet, an 
iabsorptivity material layer fabricated in a crevice of the 1 st pattern drum and 
absorptivity material layer of each other fabricated in a crevice of the 2nd pattern 
drum can be piled up among both cover sheets, and both absorptivity material layer 
can also be made into a mutually different configuration in this case. Or when piling 
up the 1st cover sheet and 2nd cover sheet, an absorptivity material layer fabricated 
in a crevice of the 1st pattern drum and absorptivity material layer of each other 
fabricated in a crevice of the 2nd pattern drum can also be superficially combined 
among both cover sheets. In this invention, an absorptivity material layer fabricated 
in a crevice of a pattern drum is made to what consists of mixture of absorptivity 
fiber and superabsorbency polymer as mentioned above. In this case, it is possible to 
consider as what has a grain size of said superabsorbency polymer finer (that to 
which an opening size penetrates a mesh smaller than 0.246mm) than 60 meshes, 
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and it is also possible to make an amount of SAP into 90 or less % of the weight at 
20 % of the weight or more further. 

[0024] Moreover, an absorptivity material layer fabricated in a crevice of the 1 st 
pattern drum and an absorptivity material layer fabricated in a crevice of the 2nd 
pattern drum That by which superabsorbency polymer is contained only in one 
absorptivity material layer including absorptivity fiber, Or an absorptivity material 
layer fabricated in a crevice of the 1st pattern drum and an absorptivity material 
layer fabricated in a crevice of the 2nd pattern drum To a thing and a pan from 
which density of superabsorbency polymer is mutually different in both absorptivity 
material layer, including absorptivity fiber and superabsorbency polymer An 
absorptivity material layer fabricated in a crevice of the 1st pattern drum and an 
absorptivity material layer fabricated in a crevice of the 2nd pattern drum are 
possible also for grain size of superabsorbency polymer being mutually different from 
absorptivity fiber in both absorptivity material layer including superabsorbency 
polymer. 
[0025] 

[Embodiment of the Invention] Drawing 1 is explanatory drawing showing the 
manufacture method of the absorber of the gestalt operation of the 1st of this 
invention. By the manufacture method of the absorber shown in drawing 1 , the 
absorber with which the absorptivity material layer of a monolayer was pinched by 
the cover sheet of two sheets can be manufactured. A pattern drum 21 is used by 
this manufacture method. This pattern drum 21 rotates continuously with a fixed 
rotational speed to a clockwise rotation in drawing centering on a shaft 22. The 
crevice 23 is formed in peripheral face 21a of a pattern drum 21 in the fixed pitch so 
that it may expand to drawing 4 and may be shown. The shape of a plan type in the 
condition that this crevice 23 developed is the hourglass pattern-like. The pars 
basilaris ossis occipitalis of a crevice 23 is mesh 23a, and the nominal dimension 
according to the specification of U.S. Tyler is 60 meshes (an opening size is 
0.246mm). 

[0026] As shown in drawing 1 , the charge nozzle 25 which supplies the pulp 
laminating machine 24 and SAP (superabsorbency polymer) which counter peripheral 
face 21a has countered above a pattern drum 21. The relative location of the charge 
nozzle 25 arid the pulp laminating machine 24 can be suitably set up according to 
the mixing location of SAP to grinding pulp. The suction chamber 26 which counters 
said pulp laminating machine 24 and the charge nozzle 25 is formed in the interior of 
a pattern drum 21. Moreover, the application-of-pressure chamber 27 which 
counters inside the crevice 23 moved to the bottom is formed in the interior of a 
pattern drum 21. By the suction chamber 26, air is attracted through mesh 23a of 
the crevice 23 where it moved on it, and air is extruded by the application-of- 
pressure chamber 27 to the method of outside through mesh 23a of the crevice 23 
moved to the bottom of rt 

[0027] After the covering tissue 31 used as the 1st cover sheet is pulled out from 
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original fabric 31a with which the shaft. 32 was equipped and is wound around 
peripheral face 21a of a pattern drum 21, it is sent out leftward [ graphic display ]. 
The carrier tissue 33 used as the 2nd cover sheet is pulled out from original fabric 
33a with which the shaft 34 was equipped, and is continuously sent out at a fixed 
speed leftward [ graphic display ]. 

[0028] By revolution of the conveyance roll which was formed on the left of the 
pattern drum 21 and which is not illustrated, carrier tissue 33 is sent out at speed 
V1 r and covering tissue 31 after going peripheral face 21a of a pattern drum 21 
around is sent out at speed V2. It is speed V1=V2 here. 

[0029] The covering tissue 31 pulled out from original fabric 31a is in the condition 
used as the concave configuration in alignment with the inner surface of the crevice 
23 of peripheral face 21a of a pattern drum 21, and goes around to a clockwise 
rotation with peripheral face 21a of a pattern drum 21 so that it may expand to 
drawing 5 and may be shown. Although the peripheral velocity of peripheral face 21a 
of a pattern drum 21 is in agreement with said VI, since covering tissue 31 has 
entered in said crevice 23, the delivery speed V3 of the covering tissue 31 from 
original fabric 31a is set up so that it may become a little quicker than said speed V1 
and V2. 

[0030] Next, the manufacture method of the absorber using the manufacturing 
installation shown in drawing 1 is explained. A pattern drum 21 rotates at a fixed 
speed to a clockwise rotation, and the covering tissue 31 used as the 1st cover 
sheet is supplied to peripheral face 21a of a pattern drum 21. Since the suction 
chamber 26 has countered the bottom of the crevice 23 moved to the topmost part, 
the suction force penetrates mesh 23a, it acts on covering tissue 31, and a concave 
is made to transform covering tissue 31 so that the interior of a crevice 23 may be 
met 

[0031] At this time, grinding pulp is given into a crevice 23 from the pulp laminating 
machine 24, and SAP is given into a crevice 23 from the charge nozzle 25. Grinding 
pulp and SAP are attracted in a crevice 23. Consequently, as shown in drawing 5 , in 
a crevice 23, it is covered with covering tissue 31 so that the inner surface of mesh 
23a may be met, and the absorptivity material layer 35 which is the mixture of 
grinding pulp and SAP is formed on this covering tissue 31. When the pattern drum 
21 shown in drawing 4 is used for this absorptivity material layer 35 in accordance 
with the opening configuration of a crevice 23, the shape of a plan type of the 
absorptivity material layer 35 is the hourglass pattern-like. 

[0032] On the other hand, carrier tissue 33 is sent out from original fabric 33a, and 
is sent out toward a pattern drum 21. A crevice 23 moves to the bottom, if the 
location which counters carrier tissue 33 is reached, the absorptivity material layer 
35 and the covering tissue 31 which were fabricated in the crevice 23 will be 
separated from the inside of a crevice 23, and the absorptivity material layer 35 will 
be imprinted on carrier tissue 33. 

[0033] When covering tissue 31 is separated from the inside of a crevice 23, the 
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absorptivity material layer 35 is separated from the inside of a crevice 23 with 
covering tissue 31. The airHryection force from the application-of-pressure chamber 
27 shown in drawing 1 at this time acts on covering tissue 31, and covering tissue 
31 is extruded from the interior of a crevice 23. Thus, since it escapes from and 
comes out out of the crevice 23 of a pattern drum 21 with covering tissue 31, the 
absorptivity material layer 35 can separate easily the absorptivity material layer 35 
fabricated in the crevice 23 from the inside of a crevice 23, whether it does not form 
said application-of-pressure chamber 27 or the air welding pressure in the 
application-of-pressure chamber 27 is weak. 

[0034] Consequently, the layered product to which the absorptivity material layer 35 
intervened between carrier tissue 33 and covering tissue 31 can be constituted, and 
an absorber is manufactured by carrying out cutting separation of this layered 
product every absorptivity material layer 35. In addition, between the absorptivity 
material layer 35 and covering tissue 31 and/or between the absorptivity material 
layer 35 and carrier tissue 33 may be pasted up with hot melt adhesive, and covering 
tissue 31 and carrier tissue 33 of each other may be pasted up in the periphery 
portion of the absorptivity material layer 35. 

[0035] Since it is covered with covering tissue 31 on mesh 23a of the pars basilaris 
ossis occipitalis of the crevice 23 of a pattern drum 21 and grinding pulp and SAP 
are supplied on it as shown in drawing 5 , in a pattern drum 21, SAP escapes from it, 
and does not come out from mesh 23a, the futility of SAP is excluded, and the yield 
can be improved. 

[0036] Moreover, the content of SAP within the absorptivity material layer 35 can be 
made [ many ], and water capacity of the absorptivity material layer 35 can be made 
[ many ]. Moreover, in order that SAP escapes from it and may not come out of 
mesh 23a, the amount of SAP within the absorptivity material layer 35 can be set as 
arbitration, and it becomes easy to set up the rate of SAP, and dispersion in the 
content of SAP in each absorber also decreases. Furthermore, even if mesh 23a is 
60 meshes, SAP finer than more than (what penetrates the mesh whose opening 
size is 0.147mm) SAP of a grain size finer than 60 meshes, for example, 100 meshes, 
200 meshes (what passes the mesh whose opening size is 0.074mm), or it can be 
made to mix in the absorptivity material layer 35, and liquid rate of absorption of an 
absorptivity material layer can be made quick. 

[0037] As mentioned above, SAP of the grain size of 200 or less meshes can be 
included in the absorptivity material layer 35 in a manufacturing-by this invention 
absorber 90 or less % of the weight at 20 % of the weight or more by 60 or more 
meshes. In addition, in the manufacture method shown in drawing 1 , in a crevice 23, 
only grinding pulp can be thrown in, and SAP cannot be supplied but the absorptivity 
material layer 35 can be formed only from grinding pulp. Also in this case, since the 
absorptivity material layer 35 is separated from the inside of a crevice 23 with the 
covering tissue 31 with which it is covered in the crevice 23, the effect that the 
absorptivity material layer 35 can be easily extracted out of a crevice 23 is done so. 
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[0038] Drawing 2 is explanatory drawing showing the manufacture method of the 
absorber of the gestalt operation of the 2nd of this invention. By the manufacture 
method shown in drawing 2 , the pulp laminating machine 36 is formed above the 
carrier tissue 33 used as the 2nd cover sheet pulled out from original fabric 33a, and 
the suction chamber 37 which counters said pulp laminating machine 36 through 
carrier tissue 33 is formed in the lower part Moreover, the covering tissue 31, the 
pulp laminating machine 24, the charge nozzle 25, etc. as the pattern drum 21 shown 
in drawing 2 and the 1st cover sheet sent into peripheral face 21a of this pattern 
drum 21 are the same as what is shown in drawing 1 . 

[0039] By the manufacture method of the absorber shown in drawing 2 , although 
the carrier tissue 33 which is the 2nd cover sheet is continuously sent out at the 
fixed speed V2 from original fabric 33a, grinding pulp is supplied from the pulp 
laminating machine 36 on this carrier tissue 33. This grinding pulp is drawn to carrier 
tissue 33 by the air suction force by the suction chamber 37, and other absorptivity 
material layers 40 are continuously formed on carrier tissue 33 band-like. 
[0040] If the band-like absorptivity material layer 40 and band-like carrier tissue 33 
reach the lower part location of a pattern drum 21, the absorptivity material layer 35 
fabricated in the crevice 23 of a pattern drum 21 like the method shown in drawing 1 
will be separated from the inside of a crevice 23 with covering tissue 31, and the 
fabricated absorptivity material layer 35 will pile up on the band-like absorptivity 
material layer 40. Therefore, the layered product (absorber) of the two-layer 
structure where two kinds of absorptivity material layers 40 and 35 pile up mutually 
between carrier tissue 33 and covering tissue 31, and it is placed between them can 
be manufactured. This layered product is cut the whole tissue by a rotary cutter etc., 
and it can separate into each absorber. 

[0041] In addition, between the absorptivity material layer 35 and covering tissue 31 
and between the absorptivity material layer 40 and carrier tissue 33 may be pasted 
up with hot melt adhesive, and covering tissue 31 and carrier tissue 33 of each other 
may be pasted up in the periphery portion of the absorptivity material layers 35 and 
40. 

[0042] By the manufacture method shown in drawing 2 , since it is not necessary to 
make new tissue intervene between the absorptivity material layer 40 and the 
absorptivity material layer 35, the absorber of two-layer structure can be 
manufactured in low cost. 

[0043] In the absorber manufactured by the manufacture method shown in drawing 
2 , the absorptivity material layer 40 can be used as the mixture of grinding pulp and 
SAP by mixing SAP in one absorptivity material layer 35, and being made to that in 
which the absorptivity material layer 40 of another side does not contain SAP, and 
arranging the charge nozzle of SAP into the portion of the pulp laminating machine 
36. Or the absorptivity material layer 40 may be made into the mixture of grinding 
pulp and SAP, and the absorptivity material layer 35 may consist of only grinding 
pulp. 
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[0044] Furthermore, when forming both the absorptivity material layer 35 and the 
absorptivity material layer 40 with the mixture of grinding pulp and SAP, it is with 
the absorptivity material layer 35 and the absorptivity material layer 40, and the 
amount of mixing and density of SAP are changed mutually, or it is with the 
absorptivity material layer 35 and the absorptivity material layer 40, and it is also 
possible to change the grain size (magnitude) of SAP to mix. 
[0045] Drawing 3 is explanatory drawing showing the manufacture method of the 
absorber of the gestalt operation of the 3rd of this invention. By this manufacture 
method, 1st pattern drum 21 A of the same structure as the pattern drum 21 shown 
in drawing 1 , drawing 2 and drawing 4 , and drawing 5 and 2nd pattern drum 21 B are 
located in a line, and are prepared, 1st pattern drum 21 A rotates to a clockwise 
rotation, and 2nd pattern drum 21 B is both rotating continuously at the same speed 
to the counterclockwise rotation. 

[0046] Crevice 23A is formed in peripheral face 21a of pattern drum 21 A, and 
crevice 23B is formed in peripheral face 21a of pattern drum 21 B, respectively. This 
crevice 23A and crevice 23B may be the same configurations, or may be a different 
configuration. The pars basilaris ossis occipitalis of crevice 23A and the pars 
basilaris ossis occipitalis of crevice 23B are mesh 23a of the opening of 60 meshes. 
Pulp laminating opportunity 24A and charge nozzle 25A of SAP counter above 
pattern drum 21 A, and suction chamber 26A is prepared in the interior of pattern 
drum 21 A. Similarly, pulp laminating opportunity 24B and charge nozzle 25B of SAP 
counter also above pattern drum 21 B, and suction chamber 26B is prepared in the 
interior of pattern drum 21 B. 

[0047] Moreover, in the portion which peripheral face 21a of pattern drum 21 A and 
pattern drum 21 B counters, inside pattern drum 21 A, application— of-pressure 
chamber 27A counters, and application-of-pressure chamber 27B is countered and 
prepared inside pattern drum 21 B. 

[0048] By the manufacture method of the absorber shown in drawing 3 , covering 
tissue 31 A used as the 1st cover sheet Peripheral face 21a of 1st pattern drum 21 A 
is supplied, and the interior of crevice 23A of pattern drum 21 A is covered with 
covering tissue 31 A. Charge nozzle 25 A to SAP is supplied for grinding pulp from 
pulp laminating machine 24A, and absorptivity material layer 35A which consists of 
the mixture of grinding pulp and SAP on covering tissue 31 A within crevice 23A is 
fabricated. 

[0049] Covering tissue 31 B used as the 2nd cover sheet is supplied also to 
peripheral face 21a of 2nd pattern drum 21 B. It is covered with this covering tissue 
31 B in crevice 23B of 2nd pattern drum 21 B at a concave, and charge nozzle 25B to 
SAP is supplied for grinding pulp from pulp laminating machine 24B on it, and 
absorptivity material layer 35B which was in agreement with the configuration of 
crevice 23B on covering tissue 31 B is fabricated. 

[0050] In the portion which peripheral face 21a of both the pattern drums 21 A and 
21 B counters, covering tissue 31 A is separated from the inside of crevice 23A with 
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absorptivity material layer 35A, and covering tissue 31 B is separated from the inside 
of crevice 23B with absorptivity material layer 35B. And absorptivity material layer 
35A and absorptivity material layer 35B pile up, and the layered product into which 
both sides were inserted by covering tissue 31 A and covering tissue 31 B is formed. 
And said layered product is cut by every absorptivity material layer 35A and 35B, 
and each absorber is completed. 

[0051] In addition, between absorptivity material layer 35A and covering tissue 31 A 
and between absorptivity material layer 35B and covering tissue 31 B may be pasted 
up with hot melt adhesive, and covering tissue 31 A and covering tissue 31 B may be 
mutually pasted up in the periphery portion of the absorptivity material layers 35A 
and 35B. Since it is not necessary to make new tissue intervene also by this 
manufacture method between absorptivity material layer 35A and absorptivity 
material layer 35B, the absorber of two-layer structure can be manufactured in low 
cost. 

[0052] Moreover, mix SAP in one absorptivity material layer 35A, and it is made to 
that in which absorptivity material layer 35B of another side does not contain SAP. 
Both the absorptivity material layers 35A and 35B are made into the mixture of 
grinding pulp and SAP. Moreover, by absorptivity material layer 35A and absorptivity 
material layer 35B The amount of mixing or density of SAP is changed mutually, or it 
is with absorptivity material layer 35A and absorptivity material layer 35B, and it is 
also possible to change the grain size (magnitude) of SAP to mix. 
[0053] Moreover, it is also possible to combine superficially absorptivity material 
layer 35A and absorptivity material layer 35B between covering tissue 31 A and 
covering tissue 31 B so that it may explain later in drawing 10 thru/or drawing 12 . 
[0054] Next, the structure of the absorber manufactured by said manufacture 
method is explained using drawing 6 thru/or drawing 12 . Drawing 6 (A) shows the 
absorber manufactured by the manufacture method shown in drawing 1 . As for this 
absorber, the one-layer absorptivity material layer 35 is pinched between carrier 
tissue 33 and covering tissue 31. The absorptivity material layer 35 is the mixture of 
grinding pulp or grinding pulp, and SAP. 

[0055] Drawing 6 (B) shows the absorber manufactured by the manufacture method 
shown in the manufacture method or drawing 3 shown in drawing 2 . By the 
manufacture method shown in drawing 2 , between carrier tissue 33 and covering 
tissue 31, after the band-like absorptivity material layer 40 and the absorptivity 
material layer 35 fabricated in the crevice 23 of a pattern drum 21 have piled up, it 
intervenes. 

[0056] An example of the configuration of the absorptivity material layer by which a 
laminating is carried out by the manufacture method shown in drawing 2 is shown in 
drawing 7 . The absorptivity material layer 35 of a frame configuration has piled this 
up on the band-like absorptivity material layer 40. The absorptivity material layer 35 
of this frame configuration can be fabricated by making the crevice 23 of a pattern 
drum 21 into a frame configuration. 
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[0057] The absorber which has the absorptivity material layer shown in drawing 7 
can be used as a sheet for excrement absorption for pets. In this case, the band-like 
absorptivity material layer 40 is formed with the mixture of grinding pulp or grinding 
pulp, and SAP, and forms the absorptivity material layer 35 of a frame configuration 
with the mixture of grinding pulp and SAP. And grain size is finer than that whose 
number is 60, SAP contained in the absorptivity material layer 35 of a frame 
configuration is made [ which has a grain size finer than 100 meshes ] desirable, and 
the amount of mixing of this fine SAP is preferably mixed 90 or less % of the weight 
at 50 % of the weight or more still more preferably 30% of the weight or more 20% of 
the weight or more to the absorptivity material layer 35. 

[0058] The backseat of liquid impermeability is put on the underside of the absorber 
which has such absorptivity material layers 40 and 35, and if a pet's sheet for 
excrement absorption is constituted in piles on the upper surface, since the urine 
excreted on the absorptivity material layer 40 will be quickly absorbed by it by the 
absorptivity material layer 35 of a frame configuration, the leak by the urinary side 
stops being able to produce the top sheet of liquid permeability easily on it. 
[0059] Although it is one of the features that it is not necessary to insert other 
tissue between the absorptivity material layer 40 and the absorptivity material layer 
35 by the manufacture method shown in drawing 2 , with a pets sheet for excrement 
absorption, the field surrounded in the frame-like absorptivity material layer 35 
colors and comes out, and a certain thing is desirable. Then, the tissue 51 of 
coloring is made to intervene between the absorptivity material layer 40 and the 
absorptivity material layer 35, and the tissue 51 of coloring of the field surrounded in 
the frame-like absorptivity material layer 35 is transparent from covering tissue 31 
and a top sheet, and you may make it appear in the manufacture method shown in 
drawing 2 , as the tissue 51 of coloring is supplied on the band-like absorptivity 
material layer 40 and it is shown in drawing 6 (D). 

[0060] As the absorber manufactured by the manufacture method shown in drawing 
3 was shown in drawing 6 (B), absorptivity material layer 35B fabricated by crevice 
23B was put on 2nd covering tissue 35B, the laminating of the absorptivity material 
layer 35A further fabricated by crevice 23A on it was carried out, and the upper 
surface was covered with the 1st covering tissue 31. 

[0061] Drawing 8 and drawing 9 show an example of the configuration of absorptivity 
material layer 35B and absorptivity material layer 35A in the absorber manufactured 
by the manufacture method shown in drawing 3 . In drawing 8 , absorptivity material 
iayer 35A and absorptivity material layer 35B both have the shape of hourglass 
pattern of the same size. This can constitute the configurations of crevice 23B of 
crevice 23of 1st pattern drum 21 A shown in drawing 3 A, and 2nd pattern drum 21 B 
by both considering as the shape of hourglass pattern of the same magnitude. In 
drawing 9 , upper absorptivity material layer 35A is the hourglass pattern-like, lower 
absorptivity material layer 35B is a rectangle-like, and lower absorptivity material 
layer 35B is put only on the center section of the cross direction of upper 
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absorptivity material layer 35A. 

[0062] The absorber into which the upper and lower sides of the absorptivity 
material layers 35A and 35B shown in drawing 8 or drawing 9 were inserted with 
covering tissue 31 A and 31B can be used as a disposable diaper, a sanitary napkin 
or the pad for urinary incontinence, etc. In this case, the top sheet of liquid 
permeability [ backseat / of liquid impermeability ] puts on the absorber bottom at 
ah upside. 

[0063] When using the absorber shown in drawing 8 and drawing 9 , as for upper 
absorptivity material layer 35A, only grinding pulp is formed with the mixture of 
grinding pulp and SAP, and lower absorptivity material layer 35B is formed with the 
mixture of grinding pulp and SAP. In this case, it is finer than that whose grain size 
of SAP contained in lower absorptivity material layer 35B is 60 meshes, and 
considers as what has a grain size preferably fine 100 meshes, and the amount of 
mixing of this fine SAP is preferably mixed 90 or less % of the weight at 50 % of the 
weight or more still more preferably 30% of the weight or more 20% of the weight or 
more to absorptivity material layer 35B. 

[0064] Before the excrement or the secrete given to upper absorptivity material 
layer 35A distributes in upper absorptivity material layer 35A, it comes to be drawn 
in by fine SAP with the quick rate of absorption contained in lower absorptivity 
material layer 35B, and is hard coming to generate the return of the liquid to the 
direction of a top sheet in the disposable diaper which used the absorber shown in 
drawing 8 and drawing 9 , or a sanitary napkin. Moreover, since the liquid given to 
the center section of upper absorptivity material layer 35A is positively attracted by 
fine SAP in lower absorptivity material layer 35B, while being able to prevent the 
return of the liquid to a top sheet, it is hard coming to generate the liquid leak by 
the side of absorptivity material layer 35A in what is shown in drawing 9 . 
[0065] Moreover, as shown in drawing 6 (C), the laminating of other absorptivity 
material layers 52 may be carried out on the absorber into which it has the 
absorptivity material layer of the two-layer structure shown in drawing 6 (B), and the 
upper and lower sides were inserted with covering tissue, and you may be wrap 
structure with other covering tissue 53 about a it top. 

[0066] Next, the structure which combines superficially absorptivity material layer 
35A and absorptivity material layer 35B among covering tissue 31 A and 31 B by the 
manufacture method shown in drawing 3 is also possible. Drawing 1 0 thru/or drawing 
12 explain the combination of the absorptivity material layer in this case. In what is 
shown in drawing 1 0 , absorptivity material layer 35A is a rectangle-like, and 
absorptivity material layer 35B is four lobes of right-and-left both sides, in what is 
shown in drawing 1 1 , absorptivity material layer 35A is a rectangle-like, and 
absorptivity material layer 35B is combined with the both sides of said absorptivity 
material layer 35A — similarly it is a rectangle-like. In what is shown in drawing 12 , 
absorptivity material layer 35A is a rectangle-like, and absorptivity material layer 
35B is a frame configuration combined with the periphery of said absorptivity 
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[0067] In the opposite portion of pattern drum 21 A and pattern drum 21 B which are 
shown in drawing 3 When absorptivity material layer 35A fabricated by crevice 23of 
1st pattern drum 21 A A and absorptivity material layer 35B fabricated by crevice 
23of 2nd pattern drum 21 B B combine superficially The absorber with which the 
superficial absorptivity material layer shown in drawing 10 thru/or drawing 12 
intervened between covering tissue 31 A and covering tissue 31 B can be formed. 
[0068] In what is shown in drawing 10 , central absorptivity material layer 35A is the 
mixture of grinding pulp and SAP, grain size is finer than 60 meshes, it is desirable, 
grain size of SAP is finer than 100 meshes, and the amount of mixing of this fine 
SAP is 90 or less % of the weight at 50 % of the weight or more still more preferably 
30% of the weight or more preferably 20% of the weight or more. Moreover, only the 
grinding pulp of absorptivity material layer 35B of the both-sides section is the 
mixture of grinding pulp and SAP. 

[0069] If a disposable diaper etc. is constituted using the absorber which has the 
absorptivity material layer shown in drawing 10 , liquid will be quickly absorbed by 
central absorptivity material layer 35A, and the water capacity will also increase. 
Therefore, osmosis of the liquid to the direction of absorptivity material layer 35B of 
the method of both sides becomes slow, and the liquid leak by the side can be 
prevented now. 

[0070] In what is shown in drawing 1 1 , the content of SAP of absorptivity material 
layer 35B located in the right-and-left both-sides section is made [ many ], and fine 
SAP is included in absorptivity material layer 35B. Moreover, central absorptivity 
material layer 35A is formed only from grinding pulp, or is formed by the mixture of 
grinding pulp and comparatively big SAP. Since the liquid absorbed by central 
absorptivity material layer 35A is lengthened and absorbed by SAP of absorptivity 
material layer 35B of the method of both sides, it can prevent the return of the 
liquid from central absorptivity material layer 35A to a top sheet side, and can also 
prevent a horizontal leak What is shown in drawing 12 makes what is shown in 
drawing 7 the shape of a plan type, and liquid is attracted by frame-like absorptivity 
material layer 35B. 

[0071] In addition, at drawing 1 and drawing 2 , by what carrier tissue 33 and 
covering tissue 31 are used as a cover sheet, and is shown in drawing 3 , although 
covering tissue 31 A and 31 B is used as a cover sheet, a nonwoven fabric, textile 
fabrics, etc. of permeability may be used as a cover sheet instead of these tissue, 
and the absorber with which the absorptivity material layer was pinched by the 
nonwoven fabric etc. may be manufactured. 
[0072] 

[Effect of the Invention] As mentioned above, by this invention, since it covers with 
a cover sheet in the crevice of a pattern drum and the absorptivity material layer is 
formed on this cover sheet, an absorptivity material layer can be easily extracted 
from the inside of said crevice by separating a cover sheet from said crevice. 
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Moreover, when it includes SAP in an absorptivity material layer, SAP stops being 
able to fall out in a pattern drum easily, and can improve the yield of SAP. Moreover, 
much SAP is made to mix in an absorptivity material layer, and water capacity can 
be made [ many ], or fine SAP is made to mix and it can adjust now making rate of 
absorption of liquid quick etc. easily. Furthermore, absorptivity material layers can 
carry out a laminating easily, without making tissue etc. intervene. Moreover, it is 
also possible to combine what changed the configuration of an absorptivity material 
layer, or to combine an absorptivity material layer superficially. 
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DESCRIPTION OF DRAWINGS 



[Brief Description of the Drawings] 

[Drawing 1] Explanatory drawing showing the manufacture method of the absorber of 
the gestalt operation of the 1st of this invention, 

[Drawing 2] Explanatory drawing showing the manufacture method of the absorber of 
the gestalt operation of the 2nd of this invention, 

[Drawing 3] Explanatory drawing showing the manufacture method of the absorber of 
the gestalt operation of the 3rd of this invention, 

[Drawing 4] The partial perspective diagram showing the periphery portion of a 
pattern drum, 

[Drawing 5] The fragmentary sectional view showing the condition that the 
absorptivity material layer was fabricated with the pattern drum, 
[Drawing 6] (A), (B) f (C), and (D) are the cross section of the absorber manufactured 
by the manufacture method of this invention, 

[Drawing 7] The perspective diagram showing an example of the configuration of the 
absorptivity material layer manufactured by the manufacture method shown in 
drawing 2 , 

[Drawing 8] The perspective diagram showing an example of the configuration of the 
absorptivity material layer manufactured by the manufacture method shown in 
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drawing 3 , 

[Drawing 9] The perspective diagram showing an example of the configuration of the 
absorptivity material layer manufactured by the manufacture method shown in 
drawing 3 , 

[Drawing 10] The perspective diagram showing an example of the configuration of 
the absorptivity material layer of a superficial combination manufactured by the 
manufacture method shown in drawing 3 , 

[Drawing 11] The perspective diagram showing an example of the configuration of 
the absorptivity material layer of a superficial combination manufactured by the 
manufacture method shown in drawing 3 , 

[Drawing 12] The perspective diagram showing an example of the configuration of 
the absorptivity material layer of a superficial combination manufactured by the 
manufacture method shown in drawing 3 , 

[Drawing 13] Explanatory drawing showing the manufacture method of the 
conventional absorber, 

[Drawing 14] Explanatory drawing showing the manufacture method of the 
conventional absorber, 
[Description of Notations] 
21, 21 A, 21 B Pattern drum 

23, 23A, 23B Crevice 
23a Mesh 

24, 24A, 24B Pulp laminating machine 
25 25A, 25B Charge Nozzle of SAP 
31, 31 A, 31 B Covering tissue 

33 Carrier Tissue 

35, 35A, 35B Absorptivity material layer fabricated in the crevice 
40 Band-like Absorptivity Material Layer 



[Translation done.] 
♦ NOTICES* 

Japan Patent Office is not responsible for any 
damages caused by the use of this translation. 

1. This document has been translated by computer. So the translation may not 
reflect the original precisely. 

2. **** shows the word which can not be translated. 
3.1n the drawings, any words are not translated. 



DRAWINGS 



H11-318977 



21 




[Drawing 4] 



H1 1-318977 



22 




[Drawing 6] 
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[«*S10] Srn©^*->F^A©[H8B-CI©g3 
n^>!RiRtt«*4^im2©^-^-> F5A©Dagp-C^S0 

MK)RS«ftJi-C^KJRttd<Uv-©gS^S: 
OKtffig-r £fil5jS93 ^c=» L 6 ©t,>iT*i*>K:aiiS©tRJK 

[ISS9S1 1] Jgl©^£->F5A©IH8B-CJ5Kg<* 
lltRiRttM^-ClSiRiRtt^ -7-©KEa*i5 

v»{c*B^ir zm&m 3 i, 6 ©i»rtx^cc^4s©©iR 

»©gB§^a. 
[^W©i¥*ffl%^] 

[000 1 ] 

{mxDWLtzm&ftm ^mu. bis- v. ^ 

©S3®*^K:i8-r.5. 
[000 2] 

[fi£#©&«5] 013i@14(J, ta£3fe©KJR(*©^3g 
^ffi?r^Tift^H-C*^. 01 3«t^-rB*JR<*©t?jt:fr 
^•Ctt. $ifll{C3m3tiifcll52a>6o6+i'yT7 i -/ 

^^2*?itmi,-ca^j«:iii-5. a^jcsien^* 
en. rtfrzmm&afrh** vrrj ^->*2±«ci» 

2JtCt.ttSAP <KR4ttt<HUv-> ©J8AyX;l/4*« 

lawmen, +t';7f-f ^>*2±«csap*ws 

tiS. 3!fc=t : ty7foi'a2 ^^A-CBfT^'^^^ 
®S3*JiC«AyXj|/4 VCttfa?Z>timi l C*)r!?isn Is 

LrSmK?l3tl. *+>)Tt-j ?ls~2±lC. 
;^iSAPi*SK?IStl^. -€-©JgM. * + VT7 i -< 

[ o o o 3 ] nsm&mxi*. 01 3«csvr<fc5«:. ^+ 

©^«©!RltXtt*m®5©±K:*><-^^ r.->*3iie«& 
{C®JRttt*^t@5*J«*ti«:SM(*©ISffllS5*s. n-3r 



3 

[ 0 0 0 4 ] m 1 4 ICmlri&tkftom&jj&rHZ. ffiJs. 
2aM?lffi$lift:*+';7f^ vis* 2 #j*&lfl{CiH 

e>ft£„ a^)«:i^ns*t >j7f ^ *>^2±ft 

{J. F-5A7#18:We>ft. ;<*->K7A7 

£ - > F -5 A 7 ©JfJSBfc: «. — ^© fc* * ^t?IH§B 
©Sl@9 a*SM$nri»S. D3SB9*i3pffiK:JgPi3n 

5A7©W§®K#l»rr£^:/^JI&l 1*J^L> 
lsHiK:SAP©&A^;OH 2##f|6jl,-C(,>S„ 

[ o o o 5 ] 0 1 4 icmtmnwcomm^m'cit. mm 
W(c@e-r e^*^ - > f v a 7 ©^®©msp9 rt^- 

SAP#tfef&;**l£c F-5A7rt-CffrS^U^ 

a^tsi i*jiim\^xjn 2 sea* far 

3 >#&#sts:w £ft. uasp 9 (Dmsmmm 9a^ 

LT£SWnR3l<*ft. C©SR?|JEKJ:DDaSP9rtCCt9S* 2 
;^:/£S-AP£a5tR3l3n&#6gJ13*-K G3SB9© 
¥®^K-aufc^tt©®«Ktttt*4JI 1 3 

[0 006]A$->F5A7«t/t t EJgP9*i+ 
+ UT-r-v ^^*2K^|oJ-rSi. =t=t!)7f oi'a 

2©T^{c*h6]-rs-9-i'i>a>#|gK:j:o. *+yy^ 

^ * u*. 2 *s j: zmiRmtnm 1 3 ©_kfc ^ * ? 31 
t-emtimtmm 1 3 #&*ftTWitfcwfjj£;*ft 

[0 00 7] 

o*> u 0 1 3 ©»B^ft-c«> s^mmis 5 «m 
t:r«>B$n-j&tt& i*©e &©;■? * - > K^fiS-r -5 c t &-c 

.t-^-C. ?3>l^tH^«ft<!:©!RiR«:4^-r^lS 
^«C«> ttVTf^ ^^*2i!RjR^*t^5i^ 

^ y 5 > 0 -c . finite t*©^K{c^-r * c <t 
[00081 *^013 (c^-rsBS^f^-c^s n^K 

U^itfeitKtt. >;7f^ f^*2<b!RiRtt 50 
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>\?-? (fcJrtfSAP) 5r-9-^^a>#S«:<fcO©gi-r.S 
b#>U *t';7r-<7^2i©iRtttt 
*4J1 5 1 tfftia 6ftfc &©»^t©S3S«a*3£4>-r S/t 

^2Jifi*a6n^(RiDt(t*^-r-5<!:*«:». -eti^n 
©guRfttmn *s i 3 dCTjk-rim-cmt v . * * y y 

7=-^ •?i'3.2«:KiRtitm)14S^L/tfe©©±«: > 3 
6(C+f 'J7f^ ? W<!:©iJKtttt*4Jl<!:©«Jl&£«S 
#-5C<t«C!5t:^ 0 Lfc*ioT v 2J!SJj§©KiK#£gj& 
-r£©CC«HM>^<££„ #6tCiogB33-ft-C2@©© 

j&tettftn Ltcm^. ±m<Dmim.vmm<D±ic 

[0009] ^(C. 0 1 4 cc^-r&jR#©ie£;fr£-c 
ti. ^*^->F^A7«:^3nfcBggS9©^ce:— ^ 
■r >©sRjRttW^*^-r-5 c i 

S„ L/^PU. DflgB9©^tt{C^to1*/c!RiRtt«f4©*J5S 
^•TSi^K:. HSB9©JSSP©«3@9aa>€»©£m©!ft 
?l^jfcj:0. 0aSP9rt«cf9»>"f;u^*jj:ofSAP<&g|# 
fftfSC ffifrWlt S A P*DD§59 

BUfeMS 9 a©^-Sl*©l¥0*^fS*J6 O^j i^fcTF 
(T^»J* • f-/5-tt©«tsr». @I3^^*J0. 

2 4 6mm£Ub) "C*-5. L.fcifi^~C. IHaJ9rt{C«|& 

3 ft & S A Ptf-y-^ is a >77{C i: »3 mm 9 a £jgjS UT 
^•£->FvA7F'3<t©t«--S>-r<&fK SAP©$S* 
Q30SS<'ft«. ^{c. ®JRti«*4gl 3rt(c^35ft-SS 
APOfi^tfXCLJ^iTSi, ffigga^OSA 
P©SW*^D J f>-T<!5c»3 v SAP%2 0H%{U:^ 

s-a-fciRjRttwss^gg&b.fc^i-r^i. sap©# 

S*0*s#ft«6-CS<^.5„ «fc-pr. SAP420M 
%HJL£P3 0«S%«±$6«:«5 0Sfi%feO:$tf!R 

[0010] 3 6tC. !RiRt«t^B©S«:©KJRjiS* 
il< U«t 5 if *b*tIM>SAP^Iit$ 

zm&, tsmti oo^j^jtu: <aia#o. 147 

mm^gatii©) ^>2 0 0^7^*eLt <BI3#*J 
0. 0 7 4mm©«S*^ia-rSfe©) ©«t^{cffl*il» 
S A P ^KiRtttt&Jift^Sii.S C i (iSIHWJc^FHJte 

[001 1 ] 014 tc^f m.^<Dm&^mv 

it. ^-f^f-> F7A7©DD^9*!** V7f •< ^S/^2 

{cttrsjLfciSK:. -y^^a^e^ciO + i-yTT-^ 
f^24n riaaj 9 rt ©®jRtt««@ 1 3 * * * y 
r^v *i'^2{cgit«W4ci*»iitsr*4*J > 

'J7f-< f>*2*jibTB3g»9rt©»JRtttm@l 3 
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[0012] 36K, «RiRtt«*4®*2^a*3iteRiR(* 
£i3jgl/J:5£ L/ciS^. *t y7f-( 7i/*2teJ:y 
KiRttttfWl 3©±fc. 3e>KiJi£&£©iK14*m 

So iot. 0 l 3CC^bfcIS3g^E£<!:^eiK;. 0 
7f-( ?2^2©±&C®iRt£#f4JI£«JlL;fcfc©£2 
©testae 2 @fi*a^3S-r^/c«>© 

3LWl&&<U2>* JUI©&iKti#f4JI©-hK:#^ 

[o o 1 3 j *mm±Mm$±<»wm*mv&rz>i><»~c 

[0014] JfcTfc^fSWW^ e^©^tK©BfcJKt*1#f4Jg 
fc^tfSSAP©^**)*!^;*^ SfcSAP© 

#Wfi©^o®Mxtetm)i. &£^««ffla>frSAP£^ 
i^^£^*-r*t££@ffj£G-c<,>£. 

h i£Jf©fRitX&#*4e£**a-5C 
£an?#SSyK#©S3g#££lI«T£C ££§!$£ b 

[0015] *7fc#fSI?B», 2®J^©KiK1*i*mJi£ 
C£#-CS, C©JS^K. giRJKfcfefcroJI 

S C £ 4> pJfig^!RjR*©Mii*ffi*^-r -5 C 

[00 16] 

-> A©^®{csr i ©*^-jx- h*#y&-r*tfg 

£< B?iBDagP©rtSP«:m 1 ©*/%*- S/- h -5 £ 

£&«C. mriBCaS»*J-C|o^01©*^—>- h©±«C!R 

jRtttm^aa-r^fSi. ia^^->K^A©^aa 
{craj*>or^2©*^'—>-h4««&L/. wia^f-> 

[0017] &?m-C<Dt>rt-zs- h £W\ — «CC*'+ 

*S^Wii^14r?SSi§tt©^^**c^wmmfe 
^2 ft*. *^"C©!RiRt4tlS«. ©fc'-Oi, :/&£*© 

tR*&8ut. *^»c©K*iim««:?is!RjRefe^';-7- 
(sap) *s#*nfcfe©^i*r*i. 
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[0018] ±SB^r«. K-7A©Eflg|STtR 

l©*^-~>- hirMSti^W'C. E3SPrt*>6®JR 
14*t«Jl^»&mL/r^2©*^-— >- hffi(ClGE9r» 
S/cifc, 0 1 4 K^L,fcfi£*©^*->ajf ffi©J: -5 

[0019] £tc®.M.mmmiCSAP&-g?i;1i:2>m-£i 
t£ifc©J: 5 K5 Art«cSAP*s&W?|^ 

10 SCi^ftl,^*. SAP«*aS0^<Tt> Sft: 
S A P©^Wfi££ < UTGt>kS&£ < Cfc *) . 
tlfflrfpfc SAP 1TCK*iIK©iI<,>©JK#£lSii 

[ 0 0 2 0 ] ±feCC:tel,vC v 15^02 (DU^-f- h_h 

h*j«fcafiuaf&©KiRteW4®*^^--> F^A©«M 
tCJnJ*>o'rtJ«&U ^2©*^*— >- |-±©fiiiBffe©iR 

Umis£Um 1 ©#/*—>-- h =&m*a£C £#njjfifc-C& 
20 -S. 

[002 1 ] _tlB#8T«. #^©!RiRtt»»®©± 
fC. 7^ ? i^fc£*£/N3E;*t»-£C£fc:< . M*-> F 

ji©-2fic©.&sAP£^$t>\ ifcitmiRmimmm 

X[ SAP©S*fctt^a*M*6#. 

5sap ©&e*#t& e-a- c <t & i- iitg-c* z>. 

[0022]? 6tC^^©®JR»©Si&^S«. ff^ 

30 wm-xDWMifiBmzftxmm-rzm 1 ©a*-> 
f^a©^®{c^i ©*^<—>- hzms-Tzftrnt* 
m^m^omsnicm 1 <otj^-~^~- v *©t>#-5 i £ 
mam%iPi~ewiw2.m 1 ©*/<—>- h©±cc®<j?tt 

^^aa-TS^t. I^D<F?r^©^*->©lHSB# 
^snriBS^-i^2©^$-> F^A©^B«C^2 
©*>'■?->'- h?r«|&TS?TW£. t?ieBflg»©rt^{c® 
2.<D#t<-is- F«r?Qtj^S£ £ fete. OTiBtagPrt^fJ 
^|2©*^*-'>- h©±(CKJRtt#l4*«Jl**tTfI 
£. B?IB01©^^->F^A^M*.601©*^—> 
40 -F^iSL, mz <DJ-*Z-> K7AiIA>6I2©* 

•T4*>©t?*S„ 

[0023] {»9^Jf » m 1 ©#-K-^- h £02 ©#;< 
—>-hJ&Sfc^£#fC > 01 ©^a»-> F^A©B3§P 

ximz titt&imttn® £ . 0 2 ©^2 - > f ^ a© 

BS»-Cfi^Snft:»iRtt»»@£*. M*^-^-F© 
ra-CSt>«:®ta4C£*!fCtr. C©i§£(C v MKJRfttt 
50 «Jl*5t>«:^S^tt£T^C£feT#i„ 



mtmmt. m20'*z->F5 2*<Dw^fm2titc 

i^pJtgr^O. £6&CttSAP©S£2 0ttS%JSLb 

r9 0M%jyT£T*c£fciWBr*a. 

[0024] ^KD^^-^F^ACDDngPT^ 

£&<J!X $e>(ctt, m F9A©|H»rfifc* 
[0025] 

[«ra<DHttCD^@] H 1 tt*»9W># 1 ©S8*©«* 
5«\fc5fc:, -rC*->F^A2 l®ftJ9B2 1 aCCtt. 

— je©ty^rEW2 33WKasnrir>*. ccocagp2 
$»23(Dmmzmm2 3ar$o, r^y^-^>(^- 

2 4 6mm) "C*^o 
[OO26]01(C^t<i:5{C 4 ;^->F^A2 1© 

ijiwmmmz i a«cswrr*^5WB«2 4*j: 

tfSAP (*«Ktt#i/v-> *SXr«SA^X*2 
5#*tlSJl/Tl>£ 0 &A-/X^2 5i^^SBiffl2 4 

lOAStCK* t5fS^V^a®©2 4*jJ:C/iaA> r XJl/ 

2 5«c»i^-r*if^5/a>^+>M2 6#ts:tt*>ftr<,> 

-So ^*->F5A2 lOftflSKti* *TSIC? 

ttUttgS2 3 0rtM^ 7 #19: 
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&W)0tcW&l2 3©a@2 3 aSrfflLT^£WJ»5IS 
ft, tt)EE?*v"<2 7~Cfci\ ^(DTCC^S6L/cIMIgP2 3 
©JSB2 3 a*aLrS«*W*^JiPLiHStiS. 
[0 02 7] SKD*'*-;/- Fi&^-f^ 
^3 1«, «3 2tCig#$nyfcJHR3 1 a3&>65IWS 
ft, ^<->P7A2 1(D»JSI2 1 aCC«*tifca 

^t'J7f^r>a3 3«, #3 4tcg#3*ifcIS 
S 3 3 a * 65 1 HI 3 iint^^-S<D2gra 

[0 0 2 8] /<>->F9A2 1 <fc*) fe2E«CCg9:W6tl 

^*3 3ttattViraoffl3ti. a*^>F7A2 1 
CD^Sffi2 1 a^BU/cfftDft't-Tv ^a31 
tt. attV2ra0IBSh4. CCT3SV1=V2-C 

[0 02 9] B5CC^LT7jVr«fc5fc, JMS3 1 a#> 
6?lffl?^^W^^>a3 1tt, a^->F7A 
2 1 <DW3m2 1 a©D3gP2 3 ©rtffifCi&^iajBttia 
20 -otctm-C. A^->F7A2 1(D^iI2 1aiii> 
tC^H-^Tffi]^[iIT^ 0 -rf*— > F7A2 l<Dftmffi2 
1 aCOjaSSWfff^V lJC-tLWW 
?U*3 ll«WEDa»2 3rtCcA0ii^^Sfc«>. JR 
S3 1 a.iPhOiJrt-'rj vis*. 3 1 <E>£g»9 tttLilgV 

[0030] ^(C, B 1 «C5%-ri8^B*ffll»fcWR* 

©tefi^rffiiKwr*. F7A2 l^it^ 

^— J£©»fircig4EU 0 1 <D#-rc-i F i&S^ 
30 -fw r>a3 1 tt % > F7A2 1 <DJ*jgffi2 1 

a*cgt*&3ft£ e «±gBK#»bfc[ySB2 3<Z>T*craiJ- 

a*$|g2 3 a*a»lrT*7'<-^-f 3 lfcffijfl 

U ^t-f^,»/ a 3iB 4 Ea»2 3€>|*gfflMC»5J:* 
5iC|Htt*t^i*tfe>ft* 0 

[0 03 1 ] CO£»^^BWfll2 43^6«m^^ t 
#00SB2 3rt(C^6tl. !SA^X>rl/2 5^6«na«2 
3rt&CSAP#i*;i6ft& e »^;W^SAP«GaS 

2 3rtcc»5isn^ 0 eom. Bscajt-rj:*^ a 

40 SB2 3l*rcra:. ^S2 3a(DrtMfC?S5<fc5CC^^-^ 
^r>a3 1)d»^ £.<DJj^—'rj vis* 3 \<D± 
ec»»^Vl/^<fcSAP<b©S^r*SKJRtg3*SH3 
5«Sh^ e COKitXttW^g3 5«, 0a8P2 3<D 
SP^K«:-StL. @4tc^*r^'^->F^A2 1*€& 
fflL/t^CC« k ©iRfi«S®3 5©^ffi^tfcW^tf 

[0032] — # % +^'JT^^^^a33 «J^JS3 3 
a^6S0W3nr^^->F^A2 1 {CfnjjCPoT^O 
W^n^o D3SP2 3^STgP«:^S6L/, •tt97t-r ^ 
50 5/*3 3fc«««.ttIK:S5 4 1 DOa23rtt?fi£0$ 
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tittiR'R&Wftm3 bte&Zftort-^i vf*3 1 
SP2 3rt*P<E>#gt£*iT, ®JRt4tm)S3 5#+* 'J7 

[003 3] ^-f^;W3 l#DaSfl2 3F<3#>6# 
gt£n&<h£fc:, ilrt-'r 4 vls*3 1 <h^D3gP2 3 

^6®iRtt«f4®3 5^»?n^ 0 ccd££01k: 

->.*3 1 CCfftBU tort-^4 vUzx.3 \&mU2 3<D 
rtSB5#>6fflOtH3*i£o COJ:^K:©iRtttt^il3 bit 
tort-^n vU~3\ i^CC^^->K^A2 1 <omU 

2 3F^6&ttffi£©r, lulBJ5nfiE^^>^^'2 7^S^ 
^<r*>, ^/c«»DE^ t 2 7 t©^SttE*^il 

<xi>. w&2 3ftx?jm2fttci&!Rmium3 5zw 

[0 034] -eoM*. tt'JTf^ -?->^3 3<h^^ 
>->^3 l<t(Dra^Ktett«^@3 5 3W>SEU/t 

KJRttM*4il3 5 ttort-Ti vts~3 1 
*><fcc;/^ /dJKiRtt^I3 5 i + t 'JTf ^ vis* 

3 3 £<Dffl*. hJfr bmmmfflxmmLx i>& 
< fc *fcRjRttt«4Ji 3 5 O^S^r*/^--?- ^ ? 
a31i + ty77*^r>a3 3 ££Sl>&tg^0Tk 

[003 5] 05tc^T<l:^«:. ;^->K^A2 1<D 
00^2 3(DJg^<D8fg2 3 a_hK:27/<— ^>^3 1 

tiZ>tc#>. SAP^iffiB2 3 h^6a^^> F^A2 1 

[0 0 3 6] gRiRtttt*4®3 5^r<OSAP©^ 

W*^<T^C<b^r#, ®iRttW^35<DfiS*S 
£;£<-C££o $fcSAP#«S§2 3a;fr6J6WffifcC> 
©JRt*Wf4Jl 3 5 rt T£> S A P ©g£ffig*tl93£ 

r^, g/cSAP©i!^£§5£L*>*r<£9, <@*<o« 

lRftr<DSAPCD^WSCDtf6o^fe^<^:^ 0 3 6 
tc v aB23a^60^r>atftotfc, *RiRtH#*4 
S3 5rt«:6 0^^5^^.J:DfcaB^f4S©SAPm 
SI 00^r>aHl <SPa#Tttfe&*b. 147mm© 
*BB£jg3i*r ^200^!;^^ (gSt^ffi^ 
0. 07 4mm<DJBS£ji®-r£*>tD> &S^tt-en<t 
9fc«B^fcSAP£SA3i*£C£#r£\ (RiRttt^ft 

[0037] jy±^6^wrSj§§n^co®jR(*^*$ 

#£&iRe»*4JI3 5Ktt6 0^ *S^fcU:-C2 00^ 
*^:x«T©&Kcr>SAP£. 2 0fifi%tLhr9 0a 

SAP£8A#**\ t9«^^^0*rKJRtttm®3 5 
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3 5*w$ii2 3ftfrt>ftm2ti2>tc#>. %iwminm3 
[ o o 3 8 ] m 2 u^micom 2 <o mm^mcomRW 

tt, J153 3a^69IHi5n-S^20r>^A-^-h < i:35: 
^+V7f^ ^^^3 3©±^tCA^yS@a3 6** 

Rtt&tu ^a>T*cc«,. + ^ yrf-f 7^3 3^ 
10 ur boIb^vu^s®« 3 6 K#r*nr*if * > 3 >^ * > 

>^3 7frmihtlX\,*2>* £fc02te^^*~> 
A2L COa'^>F7A2 l<D*WSffi2 1 a&ti*9 

3K ^:/ajf&2 44si:cmA^X;l/2 5££te, 

[ 0 0 3 9 ] m 2 CC^TKflXflWSSig^&r I*. m2<D 
tort— Is— h~C*&+* >J7f ^ ?Zs~3 3#IE&3 3 

a^e— s<3Wisv2-camr^oa?n^^ v CO 

+ t'j7f^ 3 3±6C^VI/^iJ8«3 63&>6f&# 

20 rtjt,zf1fiW&sti& m c<omWrt)V^\x 

t>A'3 7(ci:^©^J:0^ty7r^ 
33K5l*«W6ti. tt';7f-f *f*33Jhfc:. ffi 
©RiRtt»f*4 0 #^ttfc^iflK^/£3n£ e 
[0040] ^tt<D©iRttttf4JI 4 0 fe<t CX* * V 

Hl^U/c^ffi<b|^«IW:Lr^^->F^A2 1 
(7>[MJgP2 3F*9r^3n/c»iRSM^®3 bifitort-r 
j vis~3 l±±bfcWd$2 3ftfr?>ftm2ti. 
ftfc®4Xttttft®3 5^, ^CD(R^ttttf4®4 0CD± 
30 GtSte6ft£o <fc^"C v ^t';7f ^r>a3 3i*A* 

-r-^ ^t/^3 itcomtc. 2mm<Dmto&tfftm4o 
±3 5&m>icmi2hnxft&?z2mm&<Dmm» 

[oo4D^ wm&imm3 5±tort-r4 ?u 

a3 1i« fe<fc^PRiRtt«»®4 0i^vyT7 1 -^ 

?is~33t<Dr$*. bJjibmgmmxmmux 
i>*<> ^ftngtmmnm 3 5 * 4 0 <D^s^»r 

40 tort-^j vzs~3 1 <b+tV7f ^ r>^33 <h^S 

[ 0 0 4 2 ] a 2 cc^-rsig^a-c^. KiKtt«»© 4 
0 tmmmnm3 5 <t<ora«:tf^^^ * ^~*/rfiE 

S^S£**««CC^S>, finXh^cr2ji«i&or)®iR{* 

[0043)02 ^?MWimxM&2 n^fR4X»r 
~^(D«JR14«»^3 5tCSAP*igAL/, ffcfrQ 
KflXttt*S@4 0^SAP^^^^fea>{CT#, 
^^S^«3 6 S A PCDSA^ X;l/*ffig-T 
50 SCtfciO, ®iRt4tm@4 0*t9»^l/^SAP 
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4 0 *»H^VU 7*iSAP tCDU^ft £ L/ . ©JRtttf *4 

[0044] 3 6K V RiRtttt*4J13 5 <tRiRttfcmJl 
4 o *&tcn»'W*£ S A P <hCDS^r^*T^ii 
^tC, ®JKttt«4Ji3 5 tt&i&mtftm4 0 it, S A 

^3 5iPRjRtt^®4 0<br. EAt^SAPOS 

[ 0 0 4 5 ] 0 3 \X*$m<Dm 3 ©fia©^(D©iK# 

7A2 1 A»^ff*[^^, I2©^-> K7A2 1 B 
ttJKISiWfa^tels} Oil jSMWKIelSg V X C > & - 
[0 046] F7A2 1 A<D?fjaS2 1 atcte: 

G3S52 3A^ ;^->F 7 A2 1 B<D^mM2 1 attl 

«ca§P2 3 B^n-en^^n-ci^o ccr>Dagp2 3 

^fttt*otfecfc^ B G3SB2 3 A<Z>Jgofl£BfloB2 3 
B<W£8K3\"W*.tf6 0^ ??s~(DmmZ<DMm2 3 a 
r&£o a^->K7A2 1 A<D±j3ta*'W7ffimm 
24 AiSAP<Df9^^X;l/2 5A^l, 
K7A2 1 AOrtSBKtelf S^>a >^*>^2 6 A^ 
Ha«C. ^'^>F7A2 1 B©±^«: 
fe, ^Vl/^SJl«2 4B<!:SAPCDJSA^X>il/2 5B^ 
5*1*1 U ;<>->F7A2 1 BCDF^SBCC^^^aV^ 1 

t>^2 6 B#i£tte>ftri,>& 0 

[0047] ifc A^>F 7 A2 1Ai;^->F 
7A2 1 B£<E>*Wgffi2 1 a£5L#»fi-rS8KMC*5 
1>T V F7A2 1 A<DrtlBRC«ajff^ + >^2 

7A#*tftU ^->F7A2 1 BODrtfflJtCttME^ 

*>;*2 7 B^»fpjLri9:we>nri^ tt 

[0048] a3cc^*r®itx*©«jg^-c«, mi© 

F7A2 1 A<D*1^M2 1 a(cM3n, 
->F7A2 1 A(DlM]gP2 SAOrtSMOfr^-fM 

* 3 i Album* >w?mmi&2 a a**6»»^^ 

KA^Xil/2 5A^P6SAP*^t|A3tir. D3SP2 
3Art^. vis*3 1 A<D_BC, tW^WI/:/ 

iSAPi (DM&fcfr zmzytwmtnm 3 5 a 

[0 049] I20a : ^->F7A2 1 BWSI2 1 
a {C if 2 (0*^^ h i^: S * ^ yis*3 1 

^?*->f^a2 i B©nog52 3 Brt^ciMi^s^n; 
^o±K^^mmU2AB^m^^)^^ &xs 

X^2 5B*>6SAP*^$tir. il^-TA 

3 1 B±iccaa2 3 B<m&ic-®iVtt'Ritimtnm 3 



(7) ?$P3^F 1 1 -3 1 897 7 
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[0 05 0] SA^>->F7A2 1A£2 1 BCD^ffi 

2 1 a£5L#>tffaT£^K:tel>T. ft*— J* 4 vis 
^3 1 A#^JR1£*mJi3 5A<h<?:fefC[M]gP2 3AF*g^ 
6#Hti*ft. 13^-^4 V>^3 1 B^iKt*#*4JS3 
5B<h<h&fcGa^2 3B^6#{|£3n£ 0 fit, R 
iR1£#f4Ji 3 5 A t fRiK&tmJI 35Bi *S£fa£t>tt 
6ft, MWJtf^^-TW vis 3 1 Ai^-f ^ * V 

^3 iB<?:TM3eti/ca®»^^$n^o •eLTifriB 
io mm&&m3SA±3 5Bzti,ctymz 

[0 05 1 ] frfc, RHXtt*m^3 5A<t^^--'r^ v 
l/=>.3\At<D^ feJ:WI64XteW?4Si3 5 Bi^'- 
7^ *->^3 1 BicDRa*, h^h§J&»8rc*g 
»l/T&&<, ^RiRettm^3 5 A^J:^3 5 BO 
9VMW&XH^-v*<{ vz/*.3 1 Attt^-rj vis^ 

3 1 B<h^Sl^cS#LTfeJ:^ 0 CCDl?j§^ffir*>, 

M&mmm 3 5 a <t ®jRis*f4Ji 3 5 b £ ©ratcf? 

20 r2@«i&<5!)?Ri[X^^T^C<h^^-S 0 

[0 05 2] ^/c, — ^T(DRlRttW^3 5 A^CSAP 
*SAU ffe*^[RiRa«l4@3 5B^SAP^^^ 

^toecr*. £tcm&mmmm3bA£3bB&m 

iSAP &'<Dfi£tt& L , OMRtttHW 3 5 A 
<ttRiRtt«l4J§3 5B<bT. SAPOiMAM^fcteSffi 
*EWCX*&9, fe^^«®JRtt«^3 5AiKJR 
1*l*ftJI3 5B<tr. sa-t^ SAP©KI (7^^^) 

[0 053] ^/c, 01 O^CiO01 2lCtei,>X&!rCm 
30 ?gT^J:^{C, XJ*~T<f vls*$ 1 Ai*/t-: 5r 
^>^3 1 BiCDPatCfcl^T, KK^«?4@3 SAiKte 
ti»f4® 3 5 B ^SWtcffl^to^S C t *> pJIB^* 

[0054] ^(C, totaK^^CCfcOS^Sn^KiR 

(A)«, S 1 ^T^@^efer^5ti^>^iR{*^ 

?^3 1 iCDP^CC 1 @CD®JtXtt«^ia 3 5 # 

40 sap ioii^r* ^ 0 

[0 05 5] 06 (B) «02&C^-rSJ§^i/t«0 

3cc^Si§^rSjg$n^KjRi*^Lri^ 0 a 
2tcm'?wmfimx^ +t';7fo^33<!:^ 

-f^r>^31 <b(DratC. ^«©®JRtt»»^4 0«h 
F7A2 1 (DCASP2 3rt-C^5ti/h®JRtttt 

[0056] m2fc7jk?®&jmxmm2nz&<m& 

ttflI4 0<D±(C v me«0®JRtt«8@3 5#ffita6> 

so nn^. c<Dtm&<DiRwmtftm3 5^ 
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K5A2 i©msP2 szmimc-t&ctic&vmtt 

[ 0 0 5 7 ] 0 7 ttij^RiR1£#f4M£WT£KiK<* 

«. «M*/*;l<:/©#. $fctt$&.'-Ot':/<hSAP<!:<DiS 
£*TC»liSU ^tt©!»iK&$tt4Jf 3 5«\ HW^tA- 

iRtttmjf 3 5tC^$*l5SAP£. Wi(3W^6 0 

0 0;< » ts^JziyhMfr^hoyt L> C<DmiP^SAP 

<Dm7<m&wtRm>tmm 3 5 «?*t i,r 2 0 fis%tLh. 

WSU<«3 0fifi%*y±. 3 6CCjf*L,<«5 Oil 

[0058] C©J: 5&®JKtt*TOJ14 0 i 3 5 
S®iK#©TflBK:?K;R§Saft©,>i ? * h £fifc. ± 

zHi^&mztftoyitmtmm 3 5 ftj: o^jorir 

[00591 S2 tC^TSBg^Fffi-Ctt. ®*JRt£tmJl 4 
0 i©iRtt^JS3 5 ^©SfCffi©^ -t -v is~&&£13: 

wmsmis- v -c«. mfxow&mtnm 3 5 -cat: n 

^■rRifi^ffitcfcor. ^«©!8Mstf£tmJf 4 0©±K 
B#§©f o^5 1«iJ&L, 06 (D) tCTjkTJ: 
5 fC t ©JRtt*tf4® 40i JRJKtttmJI 3 5 iOP^SCfe 
1 tt. #t*©(RjR14*mJf 

(0060103 tt^-rtsjg^arssis;* tvtawm 

tt. 06 (B) (cjn-f JcStt. %2<D*}*- : rA vis* 
3 5 B©±8Ciag|J2 3 B-CJ^$nfc®lRtttm®3 5 
•BfltSHf^tt. 3 6K^©±{CP3g|52 3A-CfmZtxtc 

vmmtwm 3 5 a sn. ^©±ai#» 1 <ot>^ 
—t < vis^z l-egfrtifc &©£&&. 
[0 06 1 ] 08£09tt. m3icm-?m&ymtic<i:*) 

SBS3n-SK«l^«:*jW5»itXtt*m@3 5 B£5ftJR& 
*mJg3 5Ai<D^K©— ff|*SUtt,»5. I8TB, 
WW.mt&m3 5 A <t®JlXtt*tt4JI 3 5 B^KI^DTj- 

WDHPmnmjtv$> 3. c n«s 3 ta^tm 1 ©a* - 

>F5A2 1 A©IHa52 3 Ai. m2<D'i$-> K^A 
2 1 BOE0S&2 3 B©J£K£. ^CC|^D^C#S©^ft 
JBtt<frSC<!:{C«fcD«J»S-C#S. 09Ttt. _hflPJ©ER 
jR&*t*4/B 3 5 A *s»i»HBtt-C* 0 . Tffi'M'Rttt* 
»Jf 3 5 B**g#»tt-C*9. Tlffl©!RiRfi:*mJt3 5 
Btt. ±9J©!RiRtt«^ 3 5 A©*!^©^^© 



tSPJW 1 1 -3 1 897 7 
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[006 2] 08S/c«09K^r»JR1£t*&Jt3 5A 
£3 5 B<D±.TfrX'*--7-4 ^ a 31Ai31 BiT 

£\ (RjRftOTJiJfC^^Btt©^--^:? JzflPJ 
[0063] 08£09«:*-r«JU(*£<£ffl-r-&*§^ 

t9^;u^t s a p tvm&trcj&m sn. t«j©srir 

tt*«4J§ 3 5 B SAP i©S^TJge? 

£©*§£•«:, T©i©iRjRttM^®3 5BKgi 
nSSAPIt mfcf&K#6 0>s>->;x ©€>©<£ 0 6 
lffl*>t^©TjfiF3:L< Bfeg*il OO^r^iHffl 
*>(,>*>©<!: U t©ffljN,=.SAP©*gA3£tRJKtttm 
M3 5B{C*ft-r2 0*S%JW±. »it/<tt3 011 
%U<±. 3 6tC$?*Ktt5 0M%JJLh-C9 0SS% 

[0 0 6 4] 084sJ:Cf09(C^-r!RiR^^BL/cft 

tt^f® 3 5 A tC^ 6 n/cgRfiigj S fc«;9-i^^±filj© 

«RjRttW^3 5 AF*g{c^t5rr5mrK:. TM©(RJRtt*t 
»J1 3 5 B {C^*ti/cKJRSS©at»li*.i5: S A P-C« 
?l3n-5«t-5{C^0. hsr^- h7?[nj-^©S$©M03!>i 

£t;cc<<££„ s/csgcc^r^©^*. ±ah©!RiR 
3 5 a©* ^mc^x hfxtcmfiywowm. 

5 BF«J©*ffl*^S AP5Cj:0a€iW{C>R?|^n 
h v h ^©^©M 0 *Rilht? # ^ i i 

tRiRtttt*4@3 5A©ffli]^^©^j$n*JiD{c< < 

[0065] Sfc v 06 (C) (C^-ri^K. 06 

(b) <tm?2mmm<miimttmmz : ftL±i : tfiZrt 
— t-4 ?^»-cjij*nifc®jR^©jb«c. fl&©!RJKti*m 

[0 06 6] ^{C. 03{C^-T|git^ffiK:«fci5. »JRft 
*m^3 5AiKJRt4t*m@3 5B*. W-f<r> 

■ » 3 1 a ± 3 1 b tomnwm^WL^t>^m& & 

1 O&^b01 2{C«tt»ltt59T*. 01 o(c^-r«>©-c 
tt. !RiRtttmM3 5A*«^^tt-C*D. KttttMS 
J13 5B« V 2E«PlfflI©4o©§?ffl^-c*S. 01 1 
{C^-Tfe©-C«. !RJKtt*tt4J13 5A*sg*^K-C* 
0. KJRtt#»@3 5Btt. BUlH!RiRtt*t«J13 5A© 

PSro«:ifi#^fo3ft£l^D<g:£JEttr&£. 012K 
^•r fe©-c«. KjRtttm® 3 5 Aifigjjmviv$> d . 
i&iRmtnm 3 5 b B*iB!RiKi4*roji 3 5 a ©^-^ 

[0 06 7] 03{C7jcrA£-> K5A2 1 A£A$- 
>F5A2 lB£©*t|Sj&#-C. »1©^*->F^A 

2 1 A©Dfla52 3 A{C«fc0fi58&3ftfc«»Rtt*m@3 5 



(9) 
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15 
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At. ?82<D'*$ — > F5A2 1 BCDD3SP2 3 BTJ&JK 

zfrtc®.wmtPtm 3 5 b ti)^m^m^t>^i>c 

3 1 Bi©Pd3K. 01 0%I,>1/S1 2 ftiKr^ffift-PicS* 

[0068]il0 «C^-r fe©T?tt. 4>*<D!RjRttWI4 
J13 5A*it9»-»->Vl/^iSAPiCDS^8j-r&»P. SA 

L<tt&K# s l 00^ f ->*J;0*>M*^^©-C*0. 
C©iffl*K>SAP©^AS#2 OffiS%fcl_k. $?*l,< 10 

90ftS%«T-C&S. * fcM<WSI5©®iRf4«fst@ 3 5 
Btt. WWJ*)Vzf<Dfr1ttc\mVtW7t SAP <t©21 

[ o o 6 9 ] 0 i o K^?mimmm*^i-rz>im.w 

fifc3K.&*. <fc-?r. f?B"J#©KJR14#f4J13 5B© 

*fa^©&©a^#ii < * K> . w^©^sn*B5±-c 
#S«fc-5(c;k£. 20 

[0070] 011 «c^-r &©-e«. 2£6Mfflja5{c<as 

•TS®JRtt1*l4@3 5 B©SAP©^W« ; Sr^< U * 
fctRjRtttmJS 3 5 B &Cfffl*>fc S A P ItT is < „ 
gfc#5fe©ffiMStf41*l4Jl3 5Att. &&W-7<D»-Cje 
JjSU ^fcti^^NVUT'iibiS&Wc^^SAPi©^ 
fln?J&£-f-5. **©!RiRttt*l4B3 5A-CSiJR3tifc 
i£tt. WffiiJ#©i»JKt4*ff4JI 3 5 B © S A P «C5 1 *>tir 
«RiR$nSftiS>. i£:*©>RJKt£*tf4J13 5 A*>6 
->-HW-^©«©K9*E$±-C^. £tc®mtit>ffi±'e 

01 2«C7p-T*>©tt. 07fcSt^©4fWtt 30 
KLfcfc©-C*»). mK©&Jl^»f4Ji3 5BK:,i:*5?£ 

[007 1] 0 1 £02 rtt. ijrt-fs- Ytl> 

-7w ^^^3 l A£3 l Bt&mmztra,****. C 
tie.©^ ^^^©Rtoocca^tt©^^^^^ 

[0072] 40 

XmivyMm) J!^©<fc5«t*£S?rctt. 

K?RiRf4«*4M*^fiSL-ci,>-5fc»«:. foiennsiM»e># 

h £#iahr * c £ tc J: 9 . ' sufBiaSP^ 6® UK 



tt*4JIK:SAP£^*H±£i§^K:. SAP*s^->K 
7A?3&C&W?g*iK:< <&»3. SAP©#a£D£|6]JL 
■c#^„ */&&JRttW4JItt^<©SAP£iSA;*-eT 
< O 9 . Mfrti: SAP £iSA 5 i*X WL<D®. 

[0ffi©Sf^iftBj] 

[0i] xmiom i ©5©s©^gg©"»jR»©ssj^»s 
£**-Tl»l80. 

[02] *m*<Dm2<Dmz<Dfcm>mL&oym.m>m 

[03] #?k»§©i& 3 <Dmm<DBiB<DmiR#<mmmi: 

[0 4 ] a * - > k ^ A©*fjggi$#£^-r s&#£t«0. 
[05] ^^->F^A-c®jReM^^t!^3nfctie 

S*£Srrgfc5H&r®0. 

[06] (A) (B) (C) (D) ^I6?g©i3@^r 
8r?tSi&;* ft* ®iR#©»r®0. 

[ 0 7 ] 0 2 «:^-rssi§^ra-r^3 tiTtsftiKtsfetm® 

©J^K©-«f9?r^-r$4«0. 

[0 8 ] 0 3 (C^-TS?i*2rz£-CS?&;5 tl/c!RiReM»^ 

[ 0 9 ] 0 3 Km-?$mtrmx-M& S tifci3RjRtt«^f@ 
©Btt©— W&^KT £4810. 

[0 1 o ] 03 {c^-rs@^ffi-ciSjsstift^Me«j%ffl 

*^*>H±©tRjR14*t^g©J^K©-^*^-r#4a0, 

[01 1 ] m3t£m?m&jjmx-m&ztitc¥weftizm. 
[0 i 2 ] 03 KmrmmmT-mmzti-tcy-ffitfiKm. 

[013] S£*©!R4X«:©SBS*a*^SiW0. 
[014] «f*©!»JUft©^g^ffi*^gi^0, 

2 1. 2 1 A. 21B ^£->F5A 

23. 23 A. 23B MSB 
23 a UBS 

24. 24 A. 24B •-'^^BHl 

2 5 . 2 5 A. 2 5B SAPOSA/XJl- 

3 1. 3 1 A, 3 IB X^-t-j vis*. 

3 3 + yr^--/ 

3 5; 3 5 A. 35 B W^XimZ Hfcmmtmm 

4 0 ^tt©"RiRtttmJf 



(10) 



4*B¥ 1 1 -3 1 8977 



[01] [02] 




nm^-l 1 -3 1 897 7 



[06] 



ims] 




B2 31A 



(C) 



1 63 



31 

J 35 51 



CD) 




[010] 




[01 1 ] 



[09] 




12] 





[013] 



X 



013 




(12) &m¥- 1 1 -3 1 8977 



[014] 



014 



